<lfl>H*BHMff/r UP) 



< i2 > & m » k= & $s ^) 



^^n-292088 

(43)&HB ¥^H^(1999)10^26H 



(51)IntCl. a BSUire F I 

B 6 5 D 30/06 B 6 5 D 30/06 

B 3 1 B 1/64 B 3 1 B 1/64 

23/64 23/64 



mitmx # MaMofts fd (£iog) 





0-107085 




390036629 










(22) MSB 


WS10¥(I99©4^2B 












m He 














C72)%gg# 
















(74)ft9A 





(54) wm&m ®&&&mmLVZ(Dmm& 



(57) [SI!;] 

t@&^j] mmmm^mmzmzmm 
[flu i tommzmA,-c$mm?>m% ? h 



(A) (B) 

11 




03/03/2003, EAST version: 1.03.0002 



1 

[mm i ] ®mMm£®A,z'£$L®mmmm* 
^^ix-mt-tuhtz^m^^m^m^tx 

i hot 3 ] im Y\/-}v%hK -n^-)i7—r 

#\Jbt>tiX&LtZb*mLb +&m& i x& 2 CaH 

cDmz^-^T-7%^m^fzm^vm^-^m 
htix iSLh c\ t z^rnt t h if *js 1 Xti 2 £13«<7)jI 

[ism 5) $m*v his-hmtmmmw^ 

[ ft* Jf 6] £ft <0 * y 7 -f 7 * V h i 3CH 

mmm v h bcommtzmzimzMxiii 
tz, mi/-frT-7%k$m*v hi/-b®m%-& 

sua*? f^-h<oK*i*iti*i*»o^ajftt^^TfiiB 

[^^l?m^] 

[000 1] 
[0002] 



(2) 1-292088 
2 

h&ntfhh. z.<?)tz#>, Wk. * 7^<y 

*s*3UfcLTi»-« z t izx omzmtzmmm 
j*u mmz^mmzmuzm, a^v^-*** 

[ 0 0 0 3 ] t £ 5T\ ^a^ftfiA £Ktt t-£M 

mizfct. &±mzfrTmcr>^y?-mttx^h. 
fc->x. m&zmhLtzmxi&mm-m-timzMh 

^sfusfu m^m^K^zmmmrbxit 

[0004] 

30 *^fij£ffiisgko*7 h is-bttzx mtfzb, mmm-y 
> hmmtz z b <,z£ *)£Wb vxmimz?) 

®Uz. 

[ooo5] -etT, z<r)£5%Wimzm&t*>&f8L 

ZbimM.2ti&. ^tc, 
50 TU4V\ |iJS=, m\lzmt%:^Z\btfWnLti. 



03/03/2003, EAST Version: 1.03.0002 



(3 

3 

(2) ss^fcicWLTii. mco? j frm<7)$kt® 

[0006] 

[ o o o 7 ] -e; t\ *wn^mmm$ktfmt i 

[0 0 08] £<0|fiL b^-b^U, SiiEtM 

[0009] Md^-f Fis-JV&li. -^^-/l-T- 

[0010] *^H^fi0jfiF4 U^S^SUcfc^T . ^35 



ft^Fl 1-2 92088 

4 

[0012] 

[0013] i®m&&®?>mm!&) m 1 j 

fiP2ta*v h^-MBI3^lfflKiftiftiRttg4S:fllfiJt 
L, fi*lcoKIBI»KfflaLTM^-yV^-bS2. 3 

[ 0 0 1 4 3 00*!O«^, ^H*-y b^-1^2. 3 
U S* 1 tflpTOBW -f K 6 . 6 t mmtffi 

mm£3k&imu7tzm$>ztt<z£r), $m*y 
[0015] m®m t ztifzmm* * h 2 . 

[00 16] R*-yh^-hai3<0BBDiS3aWi:. _k 
S«^9^7 h^-b$3^M$Kfi-£L 
!>«Ml0a, 10b#J$£3*rC^6. ft, 

mn^9cr)m&mmzummy ncjtott 

[ 0 0 1 7 ] -v b b 2 DBgntt 2 a U J , ^ 

1 3^^p^2 a<om\izm.£bfzw&vmam2 

^l^ZttzX^, mQft9£ftlXffluns$: 

3lca*tT*>^\ 4st, ;^^j:WJ112{CJ; 
Xh&W 

[0019] m2tZ^'f£0lZ, «S*y hx-hS 

2, 3Ut, BiffiSrmarR^ifBn^fctfc^a^y 

[0020] -t^T, «jK*-yhi/-hai2, 3»±, % 
A«ttS4 CBtfSIIffl-Ctt, fTie^l 5icJ:»5ffirM^ 



03/03/2003, EAST Version: 1.03.0002 



5 

immxmmt ztitz&m 1 6 ^t^, 

IffliffiSSttlOa. 10bMl4a, MbtftWf 

¥fcLfcy*y3l7Srfl|£t*. COXttVXyU 
17tt. MMCJ:^ fe»*vhS/-hfiI2. 3£m 

[ 0 0 2 1] HP*, , $f 9 ? h >— h & 3 KM 

^P>i1W» 10a. 10b £B$U *ORL S* 

[0022] lilttt, gfrl 3£fi*'y h^-hffl2t 
l^W, ftgtfl30#B*fc&n-?^» 

«Og*iW« 14a. 14b JigjjtU 
[00 23] 01 (C)&V@2fc:*1-J:5t. fiftl 

7hx-hSP2, 3*jg*MWfc1-&;:fcfcJ:Wj£3 

MDm^Eilt W>6 J: *K MS* 7 b 
h£B2. 3<7)«&1 St^StffrjF&UitfvSl 7£ 
Itl^, StU #^as 1 7 £ s/->Ur-rfr 1 8 

[0024] i(7)J: 0 tzm.V/X\m*v Y- hgff 

7 &«tc<fcfi{f . 1ni3«tt 10a. 10b 

&tfl4a. 14b(CtiV^Sy^>'ail7^P^9 
1 3 £*f LT . MW*r$«-Cli$: < iBWSrSS 

[0025] iSSj. 5Wl3 4)gfr?MSll4a, 14b 
ti. ^■y>>'-hff2^rtillt5«*#AU3tttSS 

ifUlOa, 1 Obt,, SJ*vbi/-f-«P2 
[ 0 0 2 6 ] 11 &Z/H2 fc^SSfcWfcfcVvc . +M 
0, MM-y h^-hSB2. 3tl e t0^^ill) , J^> 



(4) ftBm 1-292088 

6 

»J#ySl 7^-;kr-7'n-18a, 18a^ 

[002 7] f»tl,i]8^-r^fS»^tiTt±. If 
-f H^-^S6. 6te. -tt^-ZUT-rfrl 8£* 

«*vh>'-hS2, 3(cJtLt, WTf&-*f^ 

10 >--fgg2. sfcj^msft&^ft^oytfysii 

7. 17£s/-ykr-r^l8<OlliifcJS«-*ftL3t 

[0028] tw&jmmimffim')&fti<o%m 

*vh>"-hm, 3£mi"&fcatoO*ttli* H3 
(A) te^TJ^&^'y rf\i-71 9#fflufc;fUu 

20 [0029] Z.0>£o%*yh + ±-719^ E6fc 
Sptidfcs n-^2 0^«t-^J;d«#fflt^ 
HUtfuO**. fiHT. n-;U2 0S:fli«t*&*«/Nf- 

XO.ms (A) £5jrTJ;5fc:, (i^^-r^fc 
jZHc(5I5'¥^ ; 5:»^2 1.2 2 ZMiSLltLtobftX^ 
S. EP*>. *fffitt2 1. 2 2^SLT, 

i^. n-;U2 0tcM$*ut^ v 9i0« 
«2 l , 2 2(Ci3»tS*fftffi3& f +^T J SrV^i:&ii, 

[003 0] -ec-C, W2K 2 2SrfliSfc^ 
77 7h^fIW^fc^n^^'yhf-A-yi9*i, p 
-^2 0*^^^^ffi$^-& (^vhf-i-^l* 

[003 1 ] MISn-yt^2 0 frt>&$Z1xt:*v hf-j. 
-y 1 9*4. «ffi^X(4<BSajSBrJ3S€ifc«@B#a2 
3^fc^S*i, K«IB9^ft2 3tJ:0-^r^ifift«2 
40 2tffi-oTWB3$*i, SI 3 (B) t^1"J:ot:, fifcfr^ 

tff«2 1 frb^tmtffifhzm*? h 1/- bi& 

h2 4««tttMi, S^«!BTr>'S/sy«:f ! |-4§*i4 
50 &£fc#fir<. *^KS*. M^2 2t^oTOT^n 



03/03/2003, EAST Version: 1.03.0002 



7 

fc«*-y}->-MB2. 3<Ottiaj«S2b, 3 b 

t T fin X ti * • 
[00 32] *fDfr 9 frttet-tS^t, 06^1" J: 

•y bx-f 24^)35*7 bx-b^3«#|«f 3b<?) 

7^A27I3. H3 (B) (C^tiot, fHM7^ 
A 1 1 izX OttffllStiftJKMJJB 1 2 fcffliT^S . 
ft. a-^2 6*»^*ffl$tife1^K7^/^2 7«, t 
>is3>*tftthZt%;<ffi%$mu-y25. 25 

mm 0 ^^Sin 2 8 t & 

C00331 5Efrl 3*«fl*«Jfctf>fc, IM6^tJ: 

* v b b 2 4 <0g* >y b i/- bSU 2 attfflttS 2 b 
f^MifcS^Sft* (T-T7*/UA*itfl&£xS) . 
ft. o~/i/2 9^$ft£fi£T-7*7^UA3 0{i. 
^>S/gV$#4t4ifc^<iaX8a6D-^25, 2 

fc. HXMWc^&lla 3 1 £0eWU6T 

[00 34] -e^-C. E4aB»n-5 2 5£Sfc¥iJf* 
•y b^-b24(i. iTKr-r7^M3 0OT 
«7^^27M^tJtWCra^i*$il.. 
fi«tXttSSOTflfi^jDS!t*3 2 . 3 3 Hi 

uzXo %&mim i4a. i4b mmutm%& 

10a, 10b SrJBritSn, ( 7 -r 

/kMMttJBliSiXg) D Z*)t$. mm^-vYis- 
2, 3t«ffffi*3&«jDiiS)ii, i*itJ:Dy^V»17 
#»c$ft. *tl?tl<7)7 4 >V& 3 0 . 2 7 CffitfJtdS 

[0035] r-7*7 -f /UA 3 0&1/W7 >f 2 7 
fcHWfcU: -v b i/- b 2 4 cD^f^m^a* 
JtTon-;l^3 4 a, 3 4bA^ 
7 4/kM£Kfle3 5a. 35b^m^i$^, BUlEW^ 
•y hx-h24^^[&l(3^W$:^ttT^^ y b 
x-h2, 3c7)|@^(C^-/I/T-7-^l 8a. 18a 

7^/^«3 5a, 3 5bii. ffl^ 
TOaaifin-7 3 6ta»n-9 3 7i:CJ:9Hlr5tft^ 
JtttffiSil, ffJX#±*cafl&*7bx-b2. 3 tcfi 
£3*1. *iTi»lffi^Xti«lffi3tIW^Jfe&^#S3 
8t=J:»)^1BrSilTx-^r-rfrl8a, 18a^ 

8a, 18a£fUS**ybx-b2. 3 fiffiiW-t* Ltf> 
6. cn£J:9, (H4(C^t-J:o(2. Mt^W^7 



(5) ^¥1 1-2 92088 

8 

V b 2 4 ^S^frfifcS^fc&lt-CMS*-/ b y 
-b2. 3^B*|fim^-;kf— T)tl8a, 18a# 
fflH3ilfciM4 0$;h.£. 

[0039] *0Xk. x-;kr-7"Jtl 8a. 18a£ 
{K*§2»4 0 Lfc¥flr* *y b b 2 4 j&TOSBSSJl* 

&ximm$.mmw<ntomt4 1 . 4 1 tc j: 0 . »t* 

•yb>—b^2. 3£&X/CS'-/kf-7Vn8a. 1 
8aSr8Sj#ffieU Yis-)l<mZmffcth W 

7b^-bSfI2. 3K£9»c£*lg>'J*>£lS17£- 

fc-^F-f yf-ttaSW'f F^/USR6iWBj83ft4. 

2 4c7)^^fS](c^M$r^(tT^ )<x-^6. 6 

[0040] *<OflL #»&4 2(C«fc 0 s. H^»a*S 
^ h i/- b 2 4 t«7 7l^A2 7&X/t~ 

20 7'7 -r;PA3 OcoM^^huI^^ F^-;uaJ6co(iW 

[0041] ctsmmm2gmm asji, 

/PA^ffi-^X^. T-r? ^Ai»ii@£Xg, 7^f 
0 . v h 5/- b 2 4 * /PA 2 IMf^r- 

I/O**. 

[004 2] ^if, »2HW^ffitii^rtt. r-r 

7 * ;^A 3 0^tA'W7 i /PA 2 7 Lfc 
>y N s/- h 2 4 Ofif^fts&mSfiSISnS fc , & « 

i±i£ft. MSW^'y Fi/-N24t#5(ti*a^vb 
S/-h2, 3^Rltf*ASit. »*vFy-h2, 3 
40 ^7 >f ;UAf- 7*3 5 c(0j¥AatC<R^4 0 a^tfe 
SfcftC TOr*8 (EbrW) t:^^7hy- 
f2. 3^«2b, 3btC?»oT^ffiL s lili- 

r-Tvn 8Sr^j«i-s (i/-/PT— rw-ffiiaxe) * 

[0043] ^Of£. ^-/I/t-7*>V 1 8 $r^^ l£> 
mm l tz -y b V 2 4 § il& . 

J; 9, Miex-^r-T-frlS^^T^^-yhv- 
h^2. 3SrR»ffiBL, ^ Ki^/USe ^^BS^TS 



03/03/2003, EAST Version: 1.03.0002 



(6 

9 

2 s 3<r)*tl*tlkBf&&tl&»X 
^yM-y^fStcW K^-;^6A*^S*i, 

[0044] *om*4. ±ie«intt»s8fcH«t, # 

RUf—7'7 4 )VK 3 0 ?)f&£fr £ffl 

«*oT#fflrr* .14: a#l^^>ix5. 
[0045] 10 

[0046] »yhy-b2, 3«\ MUX 20 

&mmm^mvhht%i£>iix^tzcr>iztt 

1 «Pi«Hat?B^Ti6(tfc^«ffiJB7 a )VI*frt>WLh is 
->Ut-7%1 Stmm^y h>-b£P2. 3£-fttt 

•ybx-h2, 3<7)'J^y^l7. 1 7 ^>-ykr-7* 

[0037] zvx, z<?>xo%mii*m&L't?>izfe 

4 7*yhtto«£j&»6lft£3fifc*-y b^-h#£& 

mmmz-mmzm^r. mw.<r>mi&>mz% 

(0*-y 9S:ffiffl-f&fcSt. S*-yhf* 

-7-1 9tc«(3r¥ff=fl:#fffl»2 1.22 ££flW:Ltf>. 

777h ^ilW^T'^ ^fifclftffl L(^7hfa- 

»W2 2«oT^tl>^i:CJ:0^/fra^ 



#^¥1 1-2 92088 
1 0 

t#^fL^W^7b>—h2 4t^A^^t&C:t^ 
<, tffltt»2 2«Ci&oT«BI§n3t^S*vhx-hS 
2, 3Wl&ffl£2b. 3b*ffl:Efc-i£*tc8£LT 
Ji;t^flT£v\ Wf£^-/^-7'tf-18£J:9lM 

[01 3 ^^^M^M^cOlUfi^^^LT^ 
0 . < A ) ttiEBSH, ( B ) ^MM3. ( c ) ttM 

[02 ] MMttfi^(7)H»*Jd;*LT^t»HSiarft 

[S3] *mmffl&&3ka$mm&>n 1 » 
SR^trfcO. (a) (i^-yh^-r^tra 

■CAS. 

[04 3 W^lM^^Ti/-/l/f-7' 
AS. 

[05 3 ^it^^miH»B^v^^-f vis-tv 

[06 3 mwjmem 1 n^i^nsfe-rs^^^ 

[07 ] *^coiim^^^Mit77^m2llW 
IB** L/C *i "3. 1M K>—^^^U^m^«f 

I. 

1 

2 $k*vhis-bU 

3 3K*vhx-MS 
2a, 3a 

2b. 3b 

4 ^tftliX^M 
6 1M 

8 ^DgP 

9 itPM" 
1 3 ^it 

15 ty7o^yb»^ 

16 

17 y^y^s 

18, 18a x-;l^f— Tfr 



03/03/2003, EAST Version: 1.03.0002 



(7) 



#^¥1 1-2 92 0 88 



[Ell] [[12] 



2 





03/03/2003, EAST Version: 1.03.0002 



(8) 



ffilSPH 1-292088 




03/03/2003, EAST Version: 1.03.0002 



(9) 



1-292088 



[07 1 





[«ajB3¥JRl 0^7^80 

[%Ejws»«] mm 



105] m>tt&m\mmm~&^x<r4 k^-a- 



03/03/2003, EAST Version: 1.03.0002 



(10) ^¥1 1-2 92 0 88 

2a, 3a mu& 

2b. 3b nmm 

9 SP* 
13 

15 ^7 7^7^7^^ 
16 

1 7 U tfy$U 

18, 18a ^-^-f^TJi- 



[07 ] wsmv&immzm&t&Ktovm 

1 » 

2 m*-/bis-b& 



[StfflBl^JSl l*2fll OS 
[#MffljEl] 

[M^3] -»m k^-;u^ mt*v his-m 



i&ia** bis-bn^mzM^mmzfe^ximz 

mw&w$&) mm 
im&mm*} 0007 

[0007] tzx\ *merMsm&gm*&b 
Lxmirctzwi* mwhm&AsX'&mmm 
mm*v b^-bmmwuzmftcomw&itztfL&i 

b^-JlUizh^xn^Mfb LtiVXy&*Bl& 
[^iE^miSS^] 0 008 



03/03/2003, EAST Version: 1.03.0002 



Searching PAJ 



Page 1 of 2 



PATENT ABSTRACTS OF JAPAN 



(1 1)Publication number : 1 1-292088 

(43)Date of publication of application : 26.10.1999 



(51)lnt.CI. 




B65D 30/06 
B31B 1/64 
B31B 23/64 




(21)App!ication number 


10-107085 


(71)Applicant 


YAMAGATA GRAVURE:KK 


(22)Date of filing : 


02.04.1998 


(72)lnventor : 


YAMAGATA KAZUNORI 








SHIGEMOTO YOSUKE 



(A) 













— A — 







^^^^ n 



(54) BREATHABLE PACKAGING BAG AND ITS MANUFACTURE 
(57)Abstract: 

PROBLEM TO BE SOLVED: To ensure necessary and sufficient 
breathability for a packaging bag while making a good external 
appearance with articles housed therein by a method wherein side 
seal parts each made up by welding each of seal tape pieces made of 
synthetic resin film and each of ribbon parts of obverse and reverse 
net sheet parts together are provided along the edges on both sides of 
the packaging bag composed of specified obverse and reverse net 
sheet parts. 

SOLUTION: Obverse and reverse net sheet parts 2 and 3 are 
constructed respectively of an expandable/contractile meshed sheet 
made up integrally in crossing of a number of monofilamentlike 
filaments 15 each approximately in a circular or oval section. Seal tape 
pieces 18 made of synthetic resin film are provided along the edges 
on both sides of a bag body 1 for forming side seal parts 6 and 6 at 
the edges on both sides of the bag body 1 , and the side seal parts are formed by welding the seal tape 
pieces 18 and ribbon parts of the obverse and reverse net sheet parts 2 and 3 together. Therefore, 
freshness can be satisfactorily maintained for articles that require especially breathability, and the 
packaging bag can be maintained, with its periphery kept entirely in a form resembling to its original shape 
of rectangle while housing the articles therein, and the articles can be arranged in good appearance when 
displayed. 
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* NOTI'GES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

l.This document has been translated by computer. So the translation may not reflect the original precisely. 
2 **** s hows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] Especially this invention relates to the permeability packing bag it 
enabled it to sell over the counter where the goods which require [ fruit vegetables / fresh ] permeability are contained, 
and its manufacture method. 
[0002] 

[Description of the Prior Art] As for small vegetables, such as a soybean and okra, and small fruits (it is named fresh 
fruit vegetables generically including such vegetables and fruits), such as a kumquat, it is desirable to contain and sell a 
constant rate over the counter to a packing bag, and it is necessary to guarantee permeability for freshness maintenance. 
For this reason, **** which consists of the network tube which has the elastic mesh which it crossed [ mesh ] and made 
the filament of the shape of much monofilament unify is offered conventionally. That is, while cutting a network tube 
in pieces to predetermined length, after forming **** equipped with the pars basilaris ossis occipitalis by converging 
and welding an end and containing fruit vegetables to this ****, opening of **** is made to close by carrying out the 
stapler stop of the paper header. However, since such **** is formed in tubed, it is in the state which contained fruit 
vegetables, and it swells in the radiation direction and the appearance for goods exhibition is not good [****]. 
[0003] By the way, in these people, have just been going to propose the packing bag it enabled it to sell over the 
counter where various kinds of accessories goods are contained variously, and by carrying out fusing welding of the 
front film and back film which consist of a synthetic-resin film, such a packing bag constituted the rectangular bag 
body mostly, and has prepared the header for pendants in the bag upper part if needed. Therefore, although a bag body 
swells in front reverse side both directions where goods are contained, and a periphery is made distorted, since a 
periphery can be held in the gestalt near the rectangle of the original form on the whole, the appearance for goods 
exhibition is not bad. However, if such a packing bag is used as a packing bag of the above fresh fruit vegetables, the 
contained fresh fruit vegetables will be sealed and permeability will fall freshness at an early stage deficiently. That is, 
since fresh fruit vegetables are maintaining freshness by respiration, if permeability is barred, they will deteriorate at an 
early stage. 
[0004] 

[Problem(s) to be Solved by the Invention] Then, this invention persons had the good appearance appearance in the 
above goods receipt states, and did learning of the ability to offer the ideal packing bag for fresh fruit vegetables while 
required sufficient permeability was guaranteed, when forming the rectangular bag body mostly as a whole by facing 
forming the packing bag of fresh fruit vegetables, and the network sheet made of synthetic resin constituting both sides 
of a bag body, and welding the front **** network sheet section. 

[0005] And when the material usable for the network sheet made of synthetic resin which constitutes such a packing 
bag was investigated, the knowledge of the still more nearly following troubles was carried out. 
(1) Although the above fresh fruit vegetables are the low accessories goods of** comparatively, it is desirable to swell 
easily on the relation which packs a fixed quantity, if a packing bag contains goods from a flat state, and for a network 
portion to expand and contract ideally. Then, the network sheet made of synthetic resin which constituted the elastic 
mesh which it crossed [ mesh ] and made the filament of the shape of much monofilament unify is used, and if fusing 
welding of the edges on both sides is carried out where the polymerization of the front **** network sheet section is 
carried out, the knowledge of the ability to offer the bag body which suits a demand of this point will be carried out. 
However, when goods were contained into the packing bag which actually manufactured bags using such a network 
sheet, it became clear that the fusing welding of the front **** network sheet section exfoliates easily, and does not 
bear use at all. 
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(2) After carrying out the rigging polymerization of the band-like network sheet in the direction of a bandwidth like the 
bag made from the conventional film about the bag manufacture method, the technology which opens a predetermined 
interval in the longitudinal direction of a rigging network sheet, and carries out fusing welding of the front reverse side 
network sheet section crosswise [ of this sheet ] is foreseen, and according to this, high bag manufacture of productivity 
can be performed. However, the network sheet which constitutes the mesh which consists of the filament of the shape 
of an above monofilament is very difficult for firmness to rig a band-like network sheet extremely for a low reason 
while it is rich in elasticity. In order to deform easily, a mesh expanding and contracting especially at the time of 
rigging, it is most difficult that the opposite edge of the network sheet after bending has consistency, and does not 
gather mutually in a straight line, but it forms the bag body of a desired gestalt. 

[0006] . . 

[Means for Solving the Problem] this invention offers the permeability packing bag which solved the above-mentioned 
technical problem, and its manufacture method. 

[0007] Then, the place which the permeability packing bag of this invention constituted as a means It is the 
permeability packing bag which forms the sole-bar section which is located in the edges on both sides of the bag body 
which has arranged the front reverse side network sheet section made of synthetic resin across a goods receipt room, 
and welds both the network sheet section mutually, and changes. Constitute the elastic mesh which the front reverse 
side network sheet section crossed, and made unify the filament of the shape of much monofilament, and it changes. It 
is in the point that the aforementioned sole-bar section welds in one the piece of a seal tape and the front reverse side 
network sheet section which consist of the synthetic -resin film prepared along with the edges on both sides of a bag 
body, and changes. . . 

[0008] Under the present circumstances, as for the front reverse side network sheet section, it is desirable to form the 
ribbon section which made the filament flat in the aforementioned sole-bar section, and to weld this ribbon section and 
the aforementioned piece of a seal tape in one. 

[0009] Although it is desirable to carry out welding unification where the front reverse side network sheet section is 
inserted between the pieces of a seal tape of a couple as for the aforementioned sole-bar section, where the piece of a 
seal tape is inserted between the front reverse side network sheet sections, it carries out welding unification. 
[0010] In the desirable operation form of this invention, the front reverse side network sheet section is formed by 
cutting a network tube open, and is turned up along with the bottom of a bag body. 

[001 1] Moreover, the place which the manufacture method of the permeability packing bag of this invention 
constituted as a means The network tube equipped with the elastic mesh which it crossed [ mesh ] and made the 
filament of the shape of much monofilament unify made of synthetic resin to a longitudinal direction as a flat flat form 
equipped with the almost parallel bending line A ****** network tube delivery process, The incision process which 
forms the rigging network sheet equipped with the front reverse side network sheet section of a rigging state by cutting 
a flat network tube open along with one bending line, While opening a predetermined interval in the longitudinal 
direction of the aforementioned rigging network sheet and arranging the piece of a seal tape crosswise [ of this network 
sheet ] It is in the point which consists of the sole-bar process which forms the sole-bar section, and the division 
process which divides the aforementioned sole-bar section along with the part open circuit which goes crosswise [ of 
the aforementioned network sheet ] by carrying out the welding unification of this piece of a seal tape, and the front 
reverse side network sheet section. 
[0012] 

[Embodiments of the Invention] Based on a drawing, the desirable operation form of this invention is explained in full 
detail below. 

[0013] [Operation form of a permeability packing bag] As shown in drawing ! , the bag body 1 constituted the goods 
receipt room 4 between the front network sheet section 2 arranged at front reverse side both sides, and the back 
network sheet section 3, and provides the sole-bar sections 6 and 6 which are located in the edges on both sides of a 
body 1, and weld both the network sheet sections 2 and 3 mutually. 

[0014] Although the front reverse side network sheet sections 2 and 3 are made into the form turned up along with the 
bottom 7 of a bag body 1 in the network sheet of one sheet in the example of drawing You may weld the three way type 
except the upper part of the front reverse side network sheet sections 2 and 3 by the front reverse side network sheet of 
two sheets of an exception object constituting the front reverse side network sheet sections 2 and 3, respectively, and 
preparing the same welding portion as the sole-bar sections 6 and 6 of the edges on both sides of a bag body 1 in the 
bottom 7 of a bag body 1 . . 
[0015] The opposite edge of the front reverse side network sheet sections 2 and 3 made into the state by return is 
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equipped with the opening edges 2a and 3a mutually arranged by having consistency in a straight line, and, thereby, 
forms the opening 8 of the goods receipt room 4. 

[0016] The piece 9 of obturation made from a synthetic-resin film prolonged up is formed in opening marginal 3a of 
the back network sheet section 3, and the piece welding lines 10a and 10b of obturation made to weld crosswise [ of 
opening marginal 3a and a lower part part ] where the polymerization of this piece 9 of obturation is carried out to the 
outside of the back network sheet section 3 are formed. In addition, the adhesives layer 12 which consists of the 
pressure sensitive adhesive covered with the mold release film 1 1 is formed in the section near the free end of the piece 
9 of obturation. 

[0017] The piece 13 of a carrier made from a synthetic-resin film is formed in opening marginal 2a of the front network 
sheet section 2, and the piece welding lines 14a and 14b of a carrier made to weld crosswise [ of opening marginal 2a 
and a lower part part ] where the polymerization of this piece 13 of a carrier is carried out to the outside of opening 
marginal 2a are formed in it, 

[0018] Therefore, after exfoliating the mold release film 11, opening 8 can be obturated through this piece 9 of 
obturation by bending the piece 9 of obturation and making the adhesives layer 12 paste up on the external surface of 
the piece 13 of a carrier. Under the present circumstances, you may form the adhesives layer 12 with mold release film 
1 1 in the piece 13 of a carrier instead of preparing in the piece 9 of obturation. Moreover, it may replace with the 
opening-and-closing means for detachable by such adhesives layer 12, and a well-known chuck tape may be prepared. 
[0019] As shown in drawin g 2 , the front reverse side network sheet sections 2 and 3 constitute almost circular or the 
sheet equipped with the elastic mesh which it crossed [ mesh ] and made the filament 15 of the shape of a 
monofilament of a large number used as the ellipse form unify for a cross section. 

[0020] Then, by the aforementioned filament 15, the front reverse side network sheet sections 2 and 3 constitute almost 
circular or the ribbon section 17 which made the filament 15 flat by the part located in the aforementioned welding 
lines 10a and 10b, 14a and 14b, and the sole-bar sections 6 and 6 for a cross section from a part which attends the 
goods receipt room 4, although the line-of-thread section 16 used as the ellipse form is constituted. Such the ribbon 
section 17 is formed by continuing pressing with it the filament 1 5 which constitutes the front reverse side network 
sheet sections 2 and 3 until a heating object considers as the ribbon form of the shape of a flat sheet. 
[0021] That is, the straight line-like piece welding lines 10a and 10b of obturation are formed crosswise [ of a bag body 
1 ], and the piece 9 of obturation is made to weld the ribbon section formed in the back network sheet section 3 in that 
case by making heating objects, such as a heat roller, press from the external surface of this piece 9 of obturation, 
where the piece 9 of obturation is put on the back network sheet section 3. 

[0022] The straight line-like piece welding lines 14a and 14b of a carrier are formed crosswise [ of a bag body 1 ], and 
the piece 13 of a carrier is made similarly, to weld the ribbon section formed in the front network sheet section 2 in that 
case by making heating objects, such as a heat roller, press from the external surface of this piece 13 of a carrier, where 
the piece 13 of a carrier is put on the front network sheet section 2. 

[0023] As shown in drawin g 1 (C) and drawin g 2 , the sole-bar sections 6 and 6 formed in the edges on both sides of a 
bag body 1 have formed the piece 18 of a seal tape which consists of a synthetic-resin film along with the edges on 
both sides of a bag body 1, and are formed by carrying out the welding unification of this piece 18 of a seal tape, and 
the front reverse side network sheet sections 2 and 3. That is, the welding unification of this ribbon section 17 is carried 
out at the piece 18 of a seal tape, forming the ribbon section 17 making the filament 15 of the front reverse side 
network sheet sections 2 and 3 transform by making heating objects, such as a hot platen, stick by pressure on both 
sides of both sides of the sole-bar section 6. 

[0024] Thus, according to the composition which forms the ribbon section 17 of the shape of a grid which transformed 
flatly the filament 15 of a table and/or the back network sheet sections 2 and 3, in the aforementioned welding lines 10a 
and 10b, and 14a and 14b, it becomes possible about this ribbon section 17 for you to make it join together firmly not 
by line-welding but by field-welding to the piece 9 of obturation, and the piece 13 of a carrier. 
[0025] In addition, the piece welding lines 14a and 14b of a carrier of the piece 13 of a carrier are in the state which 
inserted the supporting plate inside the front network sheet section 2, and can be formed by sticking heating objects, 
such as a hot platen, by pressure from the outside of the piece 13 of a carrier. Moreover, similarly, the piece welding 
lines 10a and 10b of obturation of the piece 9 of obturation can be formed by sticking heating objects, such as a hot 
platen, by pressure from the outside of the piece 9 of obturation, where a supporting plate is inserted inside the back 
network sheet section 2. 

[0026] In the example shown in drawin g 1 and drawin g 2 , in the sole-bar sections 6 and 6, the pieces 18a and 18a of a 
seal tape of a couple are formed on both sides of the front reverse side network sheet sections 2 and 3, and the sandwich 
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'structure which carried out the welding unification of the ribbon section 17 formed of the front reverse side network 
sheet sections 2 and 3 among the pieces 1 8a and 1 8a of a seal tape of a couple is constituted in them by making heating 
objects, such as a hot platen of the couple which counters, stick In this case, the ribbon section 17 is not only welded at 
each of the pieces 1 8a and 1 8a of a seal tape, but the pieces 1 8a and 1 8a of a seal tape of a couple are mutually welded 
through the mesh of the ribbon section 17. 

[0027] In the example shown in drawing 8 mentioned later the sole-bar sections 6 and 6 By considering as the 
composition in which the piece 1 8 of a seal tape of one sheet was made to infix among the front reverse side network 
sheets 2 and 3, and making heating objects, such as a hot platen of the couple which counters, stick by pressure to the 
front reverse side network sheet sections 2 and 3 The sandwich structure which carried out the welding unification of 
each ribbon section 17 and 17 formed of these front reverse side network sheet sections 2 and 3 at both sides of the 
piece 1 8 of a seal tape is constituted. 

[0028] The [1st operation form of the bag manufacture method] The network tube 19 as shows the material for forming 
the front reverse side network sheet sections 2 and 3 of a bag body 1 to drawin g 3 (A) is used. As mentioned above, the 
network tube 19 constitutes almost circular or the elastic mesh which it crossed [ mesh ] and made the filament 15 of 
the shape of a monofilament of a large number used as the ellipse form unify, and the cross section is really fabricated 
as a flexible tube object. 

[0029] As shown in drawing 6 , such a network tube 19 is wound around the longitudinal direction so that a roll 20 may 
be constituted. Therefore, the network tube 19 which constitutes a roll 20 is bound by the flat flat gestalt, and, thereby, 
is made to form the bending lines 21 and 22 almost parallel to two sides of opposite of a flat tube, as shown in drawing 
3 (A). That is, it is located in the bending lines 21 and 22, the filament 1 5 which constitutes a tube is bent, and the 
bending peculiarity is given. In addition, by making the fastening roller of a couple pass, when the bending peculiarity 
in the bending lines 21 and 22 of the network tube 19 wound around the roll 20 is not enough, you may constitute after 
a delivery so that the bending lines 21 and 22 which gave sufficient bending peculiarity may be made to form. 
[0030] Then, the network tube 19 made into the flat flat form while having the bending lines 21 and 22 is sent out to a 
longitudinal direction from a roll 20 (network tube delivery process). 

[0031] The network tube 19 sent out from the aforementioned roll 20 is transported to the incision means 23 equipped 
with the cutting edge or the low-temperature fusing edge, it is cut open by this incision means 23 along with one 
bending line 22, and it is made to form the rigging network sheet 24 which it had in the front reverse side network sheet 
sections 2 and 3 prolonged in the state of rigging from the bending line 21 of another side, as shown in drawin g^ (B) 
(an incision process). It is sent to the intermittent drive rollers 25 and 25 with a non-tension, and the intermittent 
transfer of the continuum of the network tube 19 and the rigging network sheet 24 is carried out without passing 
through tension addition rolls, such as a level difference roll, since distortion will be produced in the whole by 
deforming a mesh easily, if a tension is given in the state of a transfer. For this reason, the rigging network sheet 24 cut 
open by the incision means 23 adjusts mutually the opposite edges 2b and 3b of the front reverse side network sheet 
sections 2 and 3 which did not produce distortion, consequently were cut open along with the bending line 22 in a 
straight line, and is arranged. 

[0032] In order to offer the piece 9 of obturation, in case the band-like film 27 is sent out from a roll 26 and it is made 
to pass the aforementioned intermittent drive roller 25 as shown in drawin g 6 , a polymerization is carried out to the 
outside of opposite edge 3b of the back network sheet section 3 of the rigging network sheet 24 (band-like film delivery 
polymerization process). The band-like film 27 is equipped with the adhesives layer 12 covered with the mold release 
film 1 1 as shown in drawing 3 (B). In addition, although it is desirable to be sent to the intermittent drive rollers 25 and 
25 as for the band-like film 27 sent out from the roll 26, without giving a tension, you may make it go via the level 
difference roll group 28 for an intermittent feed, as shown in the illustration chain line. 

[0033] In order to offer the piece 13 of a carrier, in case the tape film 30 is sent out from a roll 29 and it is made to pass 
the aforementioned intermittent drive roller 25 as shown in drawin g 6 , a polymerization is carried out to the outside of 
opposite edge 2b of the front network sheet section 2 of the rigging network sheet 24 (tape film delivery polymerization 
process). In addition, although it is desirable to be sent to the intermittent drive rollers 25 and 25 as for the tape film 30 
sent out from the roll 29, without giving a tension, you may make it go via the level difference roll group 3 1 for an 
intermittent feed, as shown in the illustration chain line. 

[0034] Then, from the upper and lower sides, where the polymerization of the tape film 30 and the band-like film 27 is 
carried out, an intermittent transfer is carried out, and the rigging network sheet 24 which passed through the 
intermittent drive roller 25 has the piece welding lines 14a and 14b of a carrier and the piece welding lines 10a and 10b 
of obturation which were mentioned above with the heating objects 32 and 33, such as a hot platen, and an ultrasonic 
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wave dr-a RF electrode, formed, and is combined in one (film weld It is as having mentioned above for the press force 
to be applied to the front reverse side network sheet sections 2 and 3, and for the ribbon section 17 to be formed by this 
at this time, and to be welded in field at each film 30 and 27. 

[0035] When the intermittent transfer of the band form of the rigging network sheet 24 which unified the tape film 30 
and the.band-like film 27 is carried out, succeedingly, the film band forms 35a and 35b are sent out from the up-and- 
down rolls 34a and 34b, regular intervals are opened in the longitudinal direction of the aforementioned rigging 
network sheet 24, and the pieces 18a and 18a of a seal tape are made to arrange crosswise [ of the front reverse side 
network sheets 2 and 3 ] (piece arrangement process of a seal tape). As shown in drawingJZ , the film band forms 35a 
and 35b Only the specified quantity is sent out with the intermittent delivery roller 36 and the idle movement roller 37, 
respectively. While carrying out a polymerization to the front reverse side network sheets 2 and 3 under intermittent 
halt, being cut in pieces by the cutting-into-pieces means 38 which consists of a fusing edge or a cutting edge there and 
carrying out separation formation of the pieces 18a and 18a of a seal tape By the temporary welding means 39 which 
consists of heating objects, such as a hot platen, and an ultrasonic wave or a RF electrode, the front reverse side 
network sheets 2 and 3 carry out temporary welding of the pieces 1 8a and 1 8a of a seal tape. Thereby, as shown in 
drawin g 4 , regular intervals are opened in the longitudinal direction of the continuous rigging network sheet 24, the 
pieces 18a and 18a of a seal tape are arranged, and temporary welding 40 is taken crosswise [ of the front reverse side 
network sheets 2 and 3 ]. 

[0039] Then, if the intermittent transfer of the rigging network sheet 24 which carried out the pieces 18a and 18a of a 
seal tape temporary welding 40 is carried out, as shown in drawin g 6 and drawin g 7 , succeedingly, with the heating 
objects 41 and 41, such as a hot platen, and an ultrasonic wave or a RF electrode, on both sides of the front reverse side 
network sheet sections 2 and 3, pinching sticking by pressure of the pieces 18a and 18a of a seal tape will be carried 
out, and the sole-bar section 6 will be formed (sole-bar process). Thereby, as mentioned above, the sole-bar section 6 of 
the sandwich structure which carried out the welding unification of the ribbon section 17 formed of the front reverse 
side network sheet sections 2 and 3 among the pieces 18a and 18a of a seal tape of a couple is formed. Therefore, as 
shown in drawin g 5 , regular intervals are opened in the longitudinal direction of the continuous rigging network sheet 
24, the sole-bar sections 6 and 6 are formed, and the intermittent transfer of the rigging network sheet 24 is further 
carried out in this state. 

[0040] Then, a bag body 1 is obtained by dividing the joint object of the rigging network sheet 24 by which an 
intermittent transfer is carried out, the band-like film 27, and the tape film 30 by the division means 42 along with the 
part open circuit C located at the center of the width of face W of the aforementioned sole-bar section 6. This bag body 
1 is delivered by taking over conveyer 43 in a predetermined position. In addition, although a cutting cutter may be 
used for the division means 42, it is desirable to use a fusing edge. 

[0041] [The 2nd operation form of the bag-manufacture method] Drawin g 8 shows the 2nd operation form of the 
method of manufacturing the permeability packing bag of this invention, a network tube delivery process, the incision 
process, the band-like film delivery polymerization process, the tape film delivery polymerization process, and the film 
weld line formation process are the same as the above-mentioned 1st operation form, and the state where of the 
intermittent transfer of the joint object of the rigging network sheet 24, the band-like film 27, and the tape film 30 is 
carried out is 

[0042] Then, if the intermittent transfer of the band form of the rigging network sheet 24 which unified the tape film 30 
and the band-like film 27 is carried out in the 2nd operation form Then, film tape 35c is sent out from a roll (not 
shown). While being inserted among the front reverse side network sheets 2 and 3 in the aforementioned rigging 
network sheet 24 and temporary welding 40a Cheating out of the front reverse side network sheets 2 and 3 in the 
insertion section of film tape 35c Along with the opposite edges 2b and 3b of the front reverse side network sheets 2 
and 3, it cuts in pieces by the cutting-into-pieces means (not shown), and this forms the piece 18 of a seal tape infixed 
among the front reverse side network sheets 2 and 3 (piece arrangement process of a seal tape). 
[0043] Then, if the intermittent transfer of the rigging network sheet 24 which was made to infix the piece 18 of a seal 
tape, and carried out temporary welding is carried out, with heating objects (not shown), such as a hot platen, and an 
ultrasonic wave or a RF electrode, on both sides of the aforementioned piece 18 of a seal tape, pinching sticking by 
pressure of the front reverse side network sheet sections 2 and 3 will be carried out, and the sole-bar section 6 will be 
formed (sole-bar process). Thereby, as mentioned above, the sole-bar section 6 of the sandwich structure which carried 
out the welding unification of the ribbon section 17 formed in each of the front reverse side network sheet sections 2 
and 3 at both sides of the piece 18 of a seal tape is formed, and the intermittent transfer of the rigging network sheet 24 
is further carried out in this state. 
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[0044] A- bag body 1 is obtained by dividing after that the joint object of the rigging network sheet 24 by which an 
intermittent transfer is carried out, the band-like film 27, and the tape film 30 by the fragmentation means like the 
above-mentioned 1st operation gestalt along with the part open circuit C located at the center of the width of face W of 
the aforementioned sole-bar section 6. 
[0045] 

[Effect of the Invention] Since the bag body 1 which constituted both sides by the front reverse side network sheet 
sections 2 and 3 can be offered according to the permeability packing bag of this invention Although freshness of the 
goods which require especially permeability like fresh fruit vegetables is suitably maintainable, it moreover does not 
swell in the radiation direction like the conventional network **** in a goods receipt state, but a bag body 1 swells to 
front reverse side both sides and or makes a periphery distorted a little Since a periphery can be held in the gestalt near 
the rectangle of the original form on the whole, the appearance for goods exhibition is good. 

[0046] In the part which attends the goods receipt room 4, since especially the front reverse side network sheets 2 and 3 
constitute the elastic mesh which it crossed [ mesh ] and made the filament 15 of the shape of much monofilament 
unify, simultaneously with permeability, its fit nature to goods is good. According to this invention, to this point having 
been considered that firm welding is impossible for such a network material conventionally It is the composition which 
welded in one the piece 1 8 of a seal tape and the front reverse side network sheet sections 2 and 3 to which the sole-bar 
sections 6 and 6 change from the synthetic-resin film prepared along with the edges on both sides of a bag body 1 . And 
the filament 15 of the front reverse side network sheet sections 2 and 3 is made to transform into the ribbon section 17 
which becomes flat from a monofilament-like form preferably. Since it is the composition which welded the ribbon 
sections 17 and 17 of the front reverse side network sheets 2 and 3, and the whole piece 18 of a seal tape in field, 
sufficient mechanical strength is satisfied and there is an effect remarkable in the point which enabled offer of a 
practical permeability packing bag. 

[0037] And when facing manufacturing such a bag body 1 and carrying out the rigging polymerization of the band-like 
network sheet in the direction of a bandwidth like the bag made from the conventional film As opposed to having the 
problem that the network sheet which consisted of monofilament-like filaments at the time of bending expands and 
contracts freely, deforms easily, and does not adjust the opposite edge of the network sheet after bending in a straight 
line mutually, but makes formation of a desired bag body the most difficult While using not a band-like network sheet 
but the tube-like network tube 19 according to the manufacture method of this invention The bending lines 21 and 22 
almost parallel to this network tube 19 are made to provide. It sends out to a longitudinal direction with a flat flat form 
(network tube delivery process). Then, since the rigging network sheet 24 equipped with the front reverse side network 
sheet sections 2 and 3 of a rigging state by cutting the flat network tube 19 open along with one bending line 22 is 
formed (incision process) Distortion is not produced on the rigging network sheet 24 obtained by this. The front reverse 
side network sheet sections 2 and 3 cut open along with the bending line 22 Opposite edge 2b, 3b is adjusted in a 
straight line mutually, it is arranged, it becomes possible to carry out the process for forming a sole bar by the future 
pieces 18 of a seal tape good, and the higher efficacy that a quality and highly precise permeability packing bag can be 
obtained is done so. 



[Translation done.] 
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